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Fig 1 Shape of material
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Fig 2 Variable meshing for FEM

Table 1 FEM conditions

Top die move Speed : 1mm/sec
Step 100
Die displacement 0.005
Total disp. control 0.5mm
Mesh type Tetrahedral
Nodes 53,246
Elements 237,391
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Table 2 Component ratio of material

Component element Component ratio

Cu 65 %

Fe 30 %

Sn etc. 5%
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Fig 3. Maximum principle stress
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Fig 4 Pattern depth-forming load curve(FEM)
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Table 3 Experiment conditions

Forming force (Kgf)
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Fig 5 Results of pattern depth of experiment and FEM

Fig 6 Results of experiment and FEM
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